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Method for manufacturing an insulating coating with a fluted profile on a cylindrical 
support, and device for imp lem enting the method 

The invention relates to a method for manufacturing an insulating coating with fluted 5 
for example spirally wound, profile on a cylindrical support. 

It also relates to a device for implementing the method. 

The cylindrical support may be solid or hollow, insulating, semi-conductive or 
conductive, but the invention has a particularly advantageous application in the 
production of organic electrical insulators, or in circuit-breaker enclosures or the like. 
The fluted profile of the insulating coating Is intended to increase the electric leakage 
path, between the ends of this coating, 

A coating of this type is usually obtained by moulding, the mould generally being in at 
least two parts defining a joint face and leaving two longitudinal burrs on the outer 
surface of the coating; these burrs form zones in which polluting deposits are 
concentrated, which involves the appearance of large leakage currents, accelerated 
erosion of the coating and a reduction in the life of the insulated element. 

The object of the present invention is to produce an insulating coating without surface 
burrs. 

According to the invention, there is applied to the support, for example by extrusion, a 
cylindrical sheath of an insulating material capable of having in succession a malleable 
state and a final state of elasticity: it is for example a vulcanising, polymerising or 
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thermosetting elastomer for which the change from the malleable state to the final state 
of elasticity requires heating or any treatment of the type ultraviolet radiation, high 
frequency, or microwave; it may also be a thermoplastic material for which this change 
is effected by cooling, the malleable state having been initially obtained by heating. 

When the sheath is in its malleable state, substantially radial deformations are imparted 
thereto using a marking means which leaves an imprint in the form of fluting defining 
said profile, the contact surface between the marking means and the sheath not having 
any discontinuity. 

After producing this imprint, the heat treatment necessary to obtain the final state of 
elasticity of the sheath is carried out, 

According to one particularly advantageous embodiment, at least one cable is wound in 
a helix around the sheath with a predetermined tension, this cable preferably remaining 
on the sheath during the heat treatment. 

The turns of the helix may be adjacent or not: the cross-section of each cable may be 
circular, trapezoidal or have any other geometry adapted to the form desired for the 
profile. Thus it may be selected so as to produce undercut profiles forming a gutter*. 

To obtain the greatest ratio possible between the leakage path between two turns of the 
helix and the helix pitch, advantageously several cables are superposed; they may be 
housed in a flexible profiled element having a U-shaped profile. 

The subject of the present invention is also a device implementing the aforementioned 
method and an electrical insulator thus obtained. 

Other characteristics and advantages of the invention will become apparent during the 
course of the following descriptions which is given with reference to the appended 
drawings, in which: 



1 TRANSLATOR'S NOTE: There are a large number of possible translations of the French word 
"larmier", but without further details it is not clear precisely what is meant. 
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Figure 1 is a diagrammatic partial perspective view of an organic insulator 
according to the invention 

Figure 2 shows a phase of implementation of the method according to the 
invention for producing the insulator of Figure l s 

Figure 3 is a diagram of an overall elevation of an entire device pennittmg 
implementation of the method according to the invention 

Figure 4 is a partial profile view of the device of Figure 3, 

Figure 5 is an enlarged partial view of a part of the device of Figure 3 showing 
more precisely the means for winding the cable around the sheath, 

Figures 6, 7 and 8 illustrate variants of the arrangement shown in Figure 2, 

Figures 9 and 10 show diagrammatically in partial section two examples of 
insulators obtained by implementing the method according to the invention. 

The insulator shown in Figure 1 comprises a central rod 1 of glass fibres, or similar. It 
is provided with a coating 2 of fluted profile, for example of EPDM or any other 
insulating material which is capable of being in a malleable state, then in an elastic final 
state. Its ends are provided with metal fittings 3; the rod can be anchored in the fitting 
by any known sealing or neckiug method. 

Figure 2 illustrates very diagrammatically the application of the method according to 
the invention: 

To obtain the coating 2 S a cylindrical sheath 4 of average diameter 5 is extruded on to 
the rod 1 . There is wound round the sheath 4 a cable 6 fixed to one of its ends 7: this is 
for example a wire of braided steel 12 sheathed with a silicone casing 1 1 (having a 
melting temperature higher than 200°C). A helix of pitch 8 is produced by keeping the 
cable 6 under a tension indicated diagrammatically by the arrow 10, and helical fluting 
13 defining a profile 14 is obtained. The material of the sheath has been pushed back 
beneath the imprint of the cable 6: its diameter is referenced 15 and the projecting land 
height is referenced 16. 

Preferably, the sheath can be heated beforehand to increase its malleability (up to 
around 80°, for example). 
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After the cable has been wounds the heat treatment of polymerisation, vulcanisation or 
cross-linking is carried out, imparting its final state to the sheath 4 (for example by 
heating from 140°C to approximately 200°). The cable 6 is held in the fluting 13 during 
this treatment. It can easily be held since its casing 1 1 is non-adherent or treated in 
order not to be so ? and cannot be damaged by the heat treatment which is carried out at a 
temperature lower than its own melting temperature. 

It will be noted that the contact surface between the sheath 4 and the cable 6 does not 
have any discontinuity and that, consequently, the outer surface of the sheath 4 does not 
have any joint line. 

A device permitting easy winding of the cable around the sheath can be seen in Figures 
3 to 5. 

In these figures there can be seen a rod 61 provided with its sheath 62, with its ends 
mounted respectively in two pulleys 66 and 66 ? with a frustoconical groove (see in 
particular Figure 5). Slit collets 74 and 74 ? internal to these pulleys tightly grip the ends 
of the rod and are immobilised in the pulleys by press- screws 75 and 75 \ The assembly 
formed by the sheathed rod and the aforementioned pulleys is connected using drive 
pins 72 and 72* respectively to two chucks 81 and 8l\ The latter of these is rendered 
mobile in translation by an actuator 87. The chuck 81 (see Figure 3) is driven by a 
variable-speed motor 85 by means of a driving means 86 and a gearbox 84. The chuck 
ST is driven in the same manner and synchronously with the chuck 81. 

The mechanical assembly which has just been described is held on a bed 82 furthermore 
comprising a lead-screw 69 arranged parallel to the rod 61 and driving a carriage 83. A 
chain 70 forms the connection between the driving chuck 81 and the lead-screw 69 so as 
to impart to the carriage 83 a back-and-forth movement of horizontal translation parallel 
to the rod 61. The carriage 83 supports the distributor of the cable 63 to be wound in a 
helix in the sheath 62. This distributor consists of a capstan 93 provided with a brake 
92 followed by an assembly 90 of pulleys for guiding and adjusting the tension of the 
cable 63. The carriage 83 is also provided with several rollers 78 ? 78' and 78" arranged 
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parallel to the sheath 62, which are retractable, revolving and following, to hold the 
cable in its imprints during the entire winding operation and to avoid any flexing when 
the rod is of great length. 

There is then provided a pin 73 for anchoring the cable 63 in the pulley 66, At the end 
of winding, a pin 73' will fix the end of the cable 63 in the pulley 66 ? (see Figure 5). 

Several guide discs, only one of which is illustrated and referenced 65 in Figure 5, are 
arranged along axes 67 ? at 120° for example, and are free to rotate about these axes by 
means of ball bearings; they hold the cable 63 against the walls of the pulley 66 and 
guide the cable up until the moment at which the cable penetrates into the sheath 62. 

The device operates as follows: 

Once the rod and its pulleys have been mounted in the chucks 81 and 81% the cable 63 
is fixed by the pin 73, By the rotation of the chucks 81 and 8T and the translation of 
the carnage 83 ? the cable delivered by the capstan 93 is helically wound at a 
predetermined tension. 

When the winding has ended, the end of the cable is feed in the groove of the pulley 
66" due to the pin 73'. The assembly sheathed rod / cable / pulleys is disengaged, and 
the heat treatment is carried out. Once the latter is effected, the pins 73 and 73' are 
taken out, the cable 63 is recovered, and the pulleys 66 and 66 ? are removed. 

In Figure 2, the cable had been wound such that the turns were non-adjoining, the cross- 
section of the cable 6 being circular. 

Figure 5 shows a cable of substantially trapezoidal section. 

In the example illustrated by Figure 6, the sheath 34 is fashioned by a cable 36 of 
substantially adjoining turns which is formed of three metal strands 38 embedded in a 
profiled element 37, The turns also have a substantially trapezoidal section, 

In the example of Figures 7 and 8, the turns 47-47 7 of the cable 46-46' have an 
asymmetrical cross-section which makes it possible to define profiles 45-45 \ one face 
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of which is undercut, and gutter-shaped. This structure, which is extremely complex to 
produce by mouldings can be manufactured easily by implementing the method 
according to the invention. A tube having the same axis 40 as the rod 1, and 
mechanically holding the insulator/cable assembly during the heat treatment has been 
referenced 41 . Such an arrangement is optional, and may be replaced by a hoop, a band 
or a fabric. 

There can be seen in Figure 9 an example of an insulator comprising a laminated rod 
101 linked to a coating 102 of EPDM (ethyl ene-propylene-diene monomer). The 
coating is fashioned thanks to three substantially trapezoidal superposed belts 103, 104, 
105 housed in a flexible U-section profiled element. Such an arrangement is 
indispensable to avoid exceeding the elastic limit of a single belt. When these various 
belts are tensioned s they tend to slide one on the others. A non-adhering cloth- 
reinforced rubber, the melting temperature of which is greater than 200°C ? can be used 
for the profiled element 106. The helical fluted profile obtained for the coating 102 is 
very advantageous, because the ratio between the leakage path between two turns and 
the pitch of the helix is substantially equal to 3. 

In Figure 10, four cables of circular section 107 to 1 10 have been superposed in a 
profiled element 1 1 1 of the same nature as the profiled element 106 ; but making it 
possible to obtain undercut profiles forming a gutter. 

At the time of vulcanisation, the EPDM of the sheath 1G2 ? dilates, and deforms the 
profiled element 1 1 1 which conforms to the shape of the cables 107 to 1 10. The result 
is additional undulations 1 12 on the helical profile which makes it possible to increase 
the leakage path still further. 

When the vulcanisation treatment is ended, the end fin 113 or 113* is machined so as to 
be connected to an end metal fitting 114; connection to the fitting is effected by an 
organic seal 1 15, but any other anchoring method may be considered. 

The application of the method according to the invention to an electrical insulator 
structure used for example as an insulator of a medium-voltage o verhead-line, a guy 
insulator, an insulating tie-rod 5 or a steady arm, has been described above. But of 
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course, the invention is not limited to this type of application; thus the process 
according to the invention can be used in particular for producing a fluted insulating 
coating on hollow cylindrical bodies, such as bodies or enclosures of circuit-breakers or 
the like. 
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CLAIMS 

1 . A method for manufacturing an insulating coating with fluted profile, of spirally 
wound type s on a cylindrical support, in which 

there is applied to said support a cylindrical sheath of an insulating material capable of 
having a malleable state and a final state of elasticity, characterised by the fact that: 

when said sheath is in its malleable state, substantially radial deformations are 
imparted thereto using a marking means which leaves an imprint in the form of fluting, 
the edges of which form said profile, the contact surface between said marking means 
and the sheath not having any discontinuity, 

the treatment necessary to make the sheath pass from its malleable state into its 
final state of elasticity is carried out. 

2. A method according to Claim 1, characterised by the fact that said marking 
means is formed of at least one cable which is wound in a helix in the lateral surface of 
the sheath. 

3. A method according to Claim 2, characterised by the fact that said cable is held 
on the sheath during the treatment imparting said final state of elasticity to the sheath. 

4. A method according to one of Claims 2 and 3, characterised by the fact that the 
turns of the cable are adjacent. 

5. A method according to one of Claims 2 to 4, characterised by the fact that the 
cross-section of the cable is circular. 

6. A method according to one of Claims 2 to 4, characterised by the fact that the 
cross-section of the cable is substantially trapezoidal. 

7. A method according to one of Claims 2 to 4, characterised by the fact that the 
cross-section of the cable is selected so as to produce profiles having an undercut 
relative to the axis of the cylindrical support. 
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8. A method according to one of Claims 2 to 7 r characterised by the fact that said 
marking means is formed by a plurality of superposed cables, which are housed in a 
flexible profiled element having a substantially U-shaped profile and made of a non- 
adhering material the melting point of which is higher than that of said sheath. 

9. A method according to one of the preceding claims, characterised by the fact 
that said insulating material is selected from among vulcanising, polymerising or 
thermosetting elastomers, such that said treatment involves a heating phase after 
imprinting the flutes. 

10. A method according to one of Claims 1 to S f characterised by the fact that said 
insulating material is selected from among thermoplastic materials, 

1 1 t Application of the method according to one of Claims 1 to 10 to an organic 
insulator the cylindrical support of which is a composite rod, made of laminate or of 
reinforced plastic. 



12. Application of the method according to one of Claims 1 to 10 to a switch or 
circuit-breaker element in which said cylindrical support is a tube of laminated material 
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Procede de fabrication d'un revetement isolant a profil cannele sur un 
support cylindrique, et disposltif de mise en oe uvre du procede 

L* invention ooncerne un procede de fabrication d'un revetement 
isolant a profil cannele, par exemple spirale, sur un support 
5 cylindrique. 

Elle concerne egalement un dispositif de mise en oeuvre du 
procede . 

Le support cylindrique peut etre plein ou creux, isolant, semi- 
conducteur ou conducteur, mais 1' invention trouve une application par- 

10 tieulierement interessante dans la realisation des isolateurs electri- 
ques organiques, ou dans les enveloppes de disjoncteurs ou analogues. 
Le profil cannele du revetement isolant est destine a augmenter la 
ligne de fuite electrique entre les extremites de ce revetement. 

Un tel revetement est habituellement obtenu par moulage, le 

15 moule etant generalement au moins en deux parties definissant un plan 
de joint et laissant deux bavures longitudinal es sur la surface 
externe du revetement ; ces bavures constituent des zones ou se 
concentrent des depots polluants, ce qui entraine V apparition de cou- 
rants de fuite importants, une erosion acceleree du revetement et une 

20 reduction de la duree de vie de 1' element isole. 

La presente invention a pour but de realiser un revetement 
isolant sans bavures superf icielles . 

Selon 1' invention, on applique sur le support, par exemple par 
extrusion, une gaine cylindrique en un materiau isolant susceptible de 

25 presenter successivement un etat malleable et un etat final d' elasti- 
city : il s'agit par exemple d'un elastomere vulcanisant, polymerisant 
ou thermodurcissant pour lequel le passage de I'etat malleable a 
l'etat final d'elastieite necessite un chauffage ou tout traitement de 
type rayonnement ultraviolet, haute frequence, ou a micro-ondes ; il 

30 peut s'agir egalement d'un materiau thermoplastique pour lequel ce 
passage s'effectue par refroidissement, l'etat malleable ayant ete 
initial ement obtenu par chauffage. 

Lorsque la gaine est dans son etat malleable, on lui imprime des 
deformations sensiblement radiales a l'aide d'un moyen de marquage 

35 laissant une empreinte en forme de cannelure definissant ledit profil, 
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la surface de contact entre le moyen de marquage et la gaine ne presen- 
tant aucune discontinuity* 

Apres la realisation de cette empreinte, on effectue le 
traitement thermique necessaire pour obtenir I'etat final d' elastic! te 
5 de la gaine. 

Selon un mode de realisation particulierement avantageux, on 
enroule en helice autour de la gaine au moins un cable, avec une 
tension predeterminee, ce cable demeurant de preference sur la gaine 
pendant le traitement thermique. 

10 Les spires de 1" helice peuvent etre jointives ou non ; la 

section transversale de chaque cable peut etre circulaire, 
trapezoldale, ou presenter toute autre geometrie adapted a la forme 
recherchee pour le profil. Ainsi, elle peut etre choisie de maniere a 
realiser des profils en contre-depouille formant larmier. 

15 Pour obtenir le rapport le plus important possible entre la 

ligne de fuite entre deux spires de l'helice et le pas de 1'helice, on 
superpose avantageuseaent plusieurs cables ; ils peuvent etre loges 
dans un profile souple presentant un profil en U. 

La presente invention a egaleraent pour objet un dispositif met- 

20 tant en oeuvre le procede. precite et un isolateur electrique ainsi 
obtenu. 

D f autres caracteristiques et avantages de 1* invention 
apparaitront au cours de la description suivante faite a I 1 aide du 
dessin annexe dans lequel : 
25 - la figure 1 est une vue partielle schematique en perspective d f un 
isolateur organique selon l f invention, 

- la figure 2 montre une phase de mise en oeuvre du procede selon 
1» invention pour la realisation de 1* isolateur de la figure 1, 

- la figure 3 est un schema d» ensemble en elevation d f un dispositif 
30 permettant la mise en oeuvre du procede selon 1 T invention, 

- la figure 4 est une vue partielle de profil du dispositif de la 
figure 3, 

- la figure 5 est une vue partielle agrandie d'une partie du dispositif 
de la figure 3 montrant de maniere plus precise les moyens d'enrou- 

35 lement du cable autour de la gaine. 
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- les figures 6, 7 et 8 illustrent des variantes de la disposition 
montree dans la figure 2. 

- les figures 9 et 10 montrent schema tiquement en coupe partielle deux 
exemples d'isolateurs obtenus par la mise en oeuvre du procede selon 

5 1* invent ion, 

L'isolateur apparaissant sur la figure 1 comporte un jonc 
central 1 en fibres de verre, ou analogue. II est muni d*un 
revetement 2 a profil cannele, par exemple en EPDM ou tout autre mate- 
riau isolant susceptible de se trouver dans un etat malleable, f>uis 

to dans un etat final elastique. Ses extremites sont munies de ferrures 
metalliques 3 ; I'ancrage du jonc dans la ferrure peut etre realise 
par toute methode connue de scellement ou de retreint. 

La figure 2 illustre tres schematiquement 1' application du 
1 procede selon l 1 invention : 

15 Pour obtenir le revetement 2, on extrude une gaine cylindrique 4 de 
diametre moyen 5 sur le jonc 1. On enroule autour de la gaine 4 un 
cable 6 fixe a une de ses extremites 7 ; il s'agit par exemple d'un 
filin en acier tresse 12 gaine d'une enveloppe 11 en silicone (presen- 
tant une temperature de fusion superieure a 200°C). On realise une 

20 helijCe de pas 8 en maintenant le cable 6 sous une tension schematisee 
par la fleche 10, et l f on obtient une cannelure helicoldale 13 
definissant un profil 14. Le materiau de la gaine a ete repousse sous 
l'empreinte du cable 6, son diametre est reference 15 et la largeur de 
ses surepaisseurs est refer encee 16, 

25 De preference, on peut chauffer la gaine au prealable pour 

accroitre sa malleabilite (jusque vers 80° par exemple). 

Apres l'enroulement du cable, on effectue le trait ement 
thermique de polymerisation, vulcanisation ou reticulation, conferant 
a la gaine 4 son etat final (par exemple en chauffant de 140°C 

30 jusqu*a 200° environ). Le cable 6 est maintenu dans la cannelure 13 
pendant ce trait ement. II n T y a pas d T inconvenient a le maintenir 
puisque son enveloppe 11 est non adherente ou traitee pour ne pas 
l f etre, et ne peut etre endommagee par le trait ement thermique 
effectue a une temperature inferieure a sa propre temperature de 

35 fusion. 
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On remarquera que la surface de contact entre la gaine 4 et le 
cable 6 ne presente aucune discontinuity et que, par consequent, la 
surface exterieure de la gaine 4 ne presente aucune ligne de joint. 

Un dispositif permettant la realisation aisee de 1 ' enroulement 
du cable autour de la gaine apparait dans les figures 3 a 5. 

Dans ces figures on voit un jonc 61 muni de sa gaine 62, avec ses 
extremites montees respectivement dans deux poulies 66 et 66' a gorge 
tronconique (voir notamment figures). Des bagues fendues de 
serrage 74 et 74 f internes a ces poulies enserrent les extremites du 
jonc et sont immobilisees dans les poulies par des vis de pression 75 
et 75'. L'ensemble constitue par le jonc gaine et les poulies precitees 
est solidarise a l'aide des doigts d'entrainement 72 et 72 f respecti- 
vement a deux mandrins 81 et 81 1 . Ce dernier est rendu mobile en trans- 
lation par un verin 87. Le mandrin 81 (voir figure 3) est entraine par 
un moteur a Vitesse variable 85 par 1 1 intermedial re d'un moyen 
d'entrainement 86 et d'une bolte de Vitesse 84. Le mandrin 81' est 
entraine de la meme maniere et en synchronisme avec le mandrin 81. 

L'ensemble mecanique qui vient d'etre decrit est maintenu sur un 
banc 82 comportant en outre une vis mere 69 disposee parallelement au 
jonc 61 et entrainant un chariot 83. Une ehalne 70 realise la liaison 
entre le mandrin d' entrapment 81 et la vis mere 69 de maniere a 
imprimer au chariot 83 un mouvement aller et retour de translation 
horizontal parallele au jonc 61. Le chariot 83 supporte le distribu- 
tee du cable 63 a enrouler en helice dans la gaine 62. Ce distributeur 
consiste en un cabestan 93 muni d'un frein 92 suivi d'un ensemble 90 
de poulies de guidage et de reglage de la tension du cable 63. Le 
chariot 83 est muni egalement de plusieurs galets 78, 78 • et 78 tt 
disposes parallelement a la gaine 62, escamotables tournants et 
suiveurs pour, maintenir le cable dans ses empreintes pendant tout 
V enroulement et eviter toute flexion lorsque le jonc presente une 
grande longueur. 

On a prevu ensuite un ergot 73 d'ancrage du cable 63 dans la 
poulie 66. A la fin de l'enroulement un ergot 73' fixera l'extremite du 
* cable 63 dans la poulie 66 1 (voir figure 5). 

Plusieurs disques de guidage, dont un seul est illustre et r6fe- 
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rence 65 dans la figure 5, sont disposes suivant des axes 67, a 120° 
par exemple, et libres en rotation autour de ces axes par l'interme- 
diaire de roulements a bille ; ils maintiennent le cable 63 contre les 
parois de la poulie 66 et assurent le guidage du cable jusqu'au moment 
5 ou le cible penStre dans la gaine 62. 

Le dispositif fonctionne de la maniere suivante : 
Apres que le jonc et ses poulies aient ete montes dans les mandrins 81 
et 81 f , on fixe le cable 63 par 1 ! ergot 73. Par la rotation des 
mandrins 81 et 81* et la translation du chariot 83, on realise 
10 l'enroulement helicoldal du cable debite par le cabestan 93 a une 
tension prSdeterminee. 

Lorsque l'enroulement est termine, on fixe l'extremite du cable dans 
la gorge de la poulie 66' grace a V ergot 73'. On degage 1' ensemble 
jonc gaine - cable -poulies, et on realise le traitement thermique. 
15 Lorsque ce dernier est effectue, on ote les ergots 73 et 73' » on 
recupere le cable 63, et on enleve les poulies 66 et 66 T . 

Dans la figure 2, on avait enroule le cable de maniere que les 
spires soient non jointives, la section transversale du cable 6 etant 
circulaire. 

20 Dans la figure 5 on a represents un cable de section 

sensiblement trapezoldale. 

Dans V exemple illustre par la figure 6, la gaine 34 est modelee 
par un cable 36 a spires sensiblement jointives forme de trois brins 
metalliques 38 noyes dans un profile 37. Les spires ont egalement une 

25 section sensiblement trapezoldale. 

Dans l 1 exemple des figures 7 et 8 les spires 47-47* du cable 46- 
46' ont une section transversale dissymetrique permettant de definir 
des prof ils 45-45', dont une face est en contre-depouille, et forme 
larmier. Cette structure extremement complexe a realiser par moulage 

30 peut etre fabriquee aisement par la mise en oeuvre de procede selon 
l f invention. On a reference 41 un tube ayant meme axe 40 que le jonc 1, 
et maintenant mecaniquement 1 T ensemble isolateur-cable pendant le 
traitement thermique. Une telle disposition est facultative et peut 
etre remplacee par une frette, un ruban, ou un tissu. 

35 On voit sur la figure 9 un exemple d'isolateur comprenant un 
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jonc stratifie 101 lie a un revetement 102 en EPDM (Ethylene-Propylene 
- Diene - Monomere). Le modelage du revetement est obtenu grace a trois 
courroies superposees 103, 104, 105 sensiblement trapezoldales et 
logees dans un profile souple 106 a section en U. Une telle disposition 
5 est indispensable pour eviter de depasser la limite elastique d'une 
courroie unique. Lorsque l*on tend ces differentes courroies, elles 
ont tendance a glisser les unes sur les autres. On peut utiliser pour 
le profile 106 un caoutchouc toile non adherent, dont la temperature 
de fusion est superieure a 200°C. Le profil cannele helicoldal obtenu 
10 pour le revetement 102 est tres interessant, car le rapport entre la 
ligne de fuite entre deux spires et le pas de l'helice est sensiblement 
egal a 3. 

Dans la figure 10 on a superpose quatre cables de section circu- 
late 107 a 110 dans un profile 111 de meme nature que le profile 106, 
15 mais permettant d'obtenir des profils en contre-depouille formant 
larmier. 

Au moment de la vulcanisation, 1 f EPDM de la gaine 102 1 se dilate, 
deforme le profile 111 qui epouse la forme des cables 107 a 110. II en 
results des ondulations supplementaires 112 sur le profil helicoldal 

20 qui permet d'accroitre encore la ligne de fuite. 

Lorsque le traitement de vulcanisation est termine, l'ailette 
terminale 113 ou 113* est usinee de maniere a se raccorder a une 
ferrure metallique d f extremite 114 ; la solidarisation a la ferrure 
est realisee par un scellement organique 115, mais tout autre mode 

25 d f ancrage peut etre envisage. 

On a decrit precedemment 1' application du procede selon 1 T inven- 
tion a une structure d»isolateur electrique utilisee par exemple comme 
isolateur de ligne ?ierienne moyenne tension, isolateur de hauban, 
tiran isolant, bras de rappel. Mais bien entendu, l f invention n'est 

30 pas limitee a ce type d f application ; ainsi le procede selon l f inven- 
tion peut etre notamment utilise pour la realisation d'un revetement 
isolant cannele sur des corps cylindriques creux, tels que les corps ou 
enveloppes de disjoncteurs ou analogues. 
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REVENDICATIONS 

1/ Procede de fabrication d'un revStement isolant a profil cannele de 
type spirale sur un support aylindrique selon lequel 
on applique sur ledit support une gaine cylindrique en un materiau 
isolant susceptible de presenter un etat malleable et un etat final 
d' elastic! te, caracterise par le fait que : 

- lorsqu'elle est dans son etat malleable, on imprime sur ladite gaine 
des deformations sensiblement radiales a l'aide d'un moyen de marquage 
laissant une empreinte en forme de cannelure dont les bords .forment 
ledit profil, la surface de contact entre ledit moyen de marquage et la 
gaine ne presentant aucune diseontinuite, 

- on realise le traitement necessaire pour faire passer la gaine de son 
etat malleable, a son etat final d'Slasticite. 

2/ ProcedS selon la revendication 1, caracterise par le fait que ledit 
moyen de marquage est forme d'au moins un cable que I 9 on enroule dans 
la surface laterale de la gaine suivant une helice. 
3/ Procede selon la revendication 2, caracterise par le fait que l f on 
maintient ledit cable sur la gaine pendant le traitement conferant a la 
gaine ledit etat final d'elasticite. 

4/ Procede selon l'une des revendications 2 et 3, caracterise par le 
fait que les spires du cable sont jointives. 

5/ Procede selon l'une des revendications 2 a 4, caracterise 1 par le 

fait que la section transversale du cable est circulaire. 

6/ Procede selon l'une des revendications 2 a 4, caracterise par le 

fait que la section transversale du cable est sensiblement 

trapezoldale. 

7/ Procede selon l'une des revendications 2 a 4, caracterise par le 
fait que la section transversale du cable est choisie de maniere a 
realiser des profils presentant une contre-depouille par rapport a 
l'axe du support cylindrique. 

8/ Procede selon l'une des revendications 2 a 7, caracterise par le 
fait que ledit moyen de marquage est constitue par plusieurs cables 
superposes, loges dans un profile souple presentant une section sensi- 
blement en U et en un materiau non adherent dont le point de fusion est 
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superieur a celui de ladite gaine. 

9/ Procede selon l f une des revendications precedentes, caracterise par 
le fait que ledit materiau isolant est choisi parmi les elastomeres 
vulcanisants, polymerisants ou thermodurcissants , tel que ledit trai- 
5 tement implique une phase de chauffage apres impression des 
cannelures . 

10/ Procede selon 1' une des revendications 1 a 8, caracterise par le 
fait que ledit mat6riau isolant est choisi parmi les materiaux thermo- 
plastiques. 

10 11/ Application du procede selon l f une des revendications 1 a 10 a un 
isolateur organique dont le support cylindrique est un jonc composite, 
en strati^ie ou plastique renforce. 

12/ Application du procede selon l f une des revendications 1 a 10 a un 
element d'interrupteur ou de disjoncteur dans lequel ledit support 
15 cylindrique est un tube en materiau stratifie. 
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